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We Claim: 




1. \ process for making an N-(phosphonomethyl)glycine product, the process 
comprising: 

introducing an aqueous feed stream comprising an N- 
(phosphonomethyljiminodiacetic acid substrate into an oxidation reactor system; 

oxidizing N-(raosphonomethyl)iminodiacetic acid substrate in the oxidation 
reactor system in the prekgnce of an oxidation catalyst to produce a reaction product 
solution comprising N-(ph<^phonomethyl)glycine product; 

dividing the reaction pfepduct solution into plural fractions comprising a 
primary fraction and a secondary\fraction; 

precipitating N-(phosphonoftiethyl)glycine product crystals from the primary 
fraction to produce a primary product slurry comprising precipitated N- 
(phosphonomethyl)glycine product crystals and a primary mother liquor; and 

precipitating N-(phosphonomethyl)g^ycine product crystals from an aqueous 
secondary crystallization feed mixture comprising N-(phosphonomethyl)glycine 
product contained in said secondary fraction to pi^duce a secondary product slurry 
comprising precipitated N-(phosphonomethyl)glycft^e product crystals and a 
secondary mother liquor. 



2. The process as set forth in claim 1 wherein the ptimary fraction is cooled to 
^precipitate N-(phosphonomethyl)glycine product crystals frofto the primary fraction 
and water is evaporated from the aqueous secondary crystallization feed mixture to 
precipitating N-(phosphonomethyl)glycine product crystals from U£e aqueous 
secondary crystallization feed mixture. 



^as set forth in claim 2 wherein the primary fraction is cooled as 
imary fraction by reducing the pressure. 
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4. The process as set forth in claim 3 wherein water is evaporated from the 
primary fraction under smtM^ftially adiabatic conditions. 

5. The process as set forth in claim 4 wherein the evaporation cools the 
primary fractionate a temperature of from about 45 °C to about 80°C. 

6. The processSas set forth in claim 4 wherein from about 5% to about 30% by 
weight of the primary fraction is evaporated. 

7. The process as set forth in claim 4 further comprising decanting primary 
mother liquor from the precipitate(r^-(phosphonomethyl)glycine product crystals in 
the primary product slurry. 

8. The process as set forth in claim 7 further comprising recycling primary 
mother liquor decanted from the precipitated N-(phosphonomethyl)glycine product 
crystals in the primary product slurry to the oxidation reactor system for use as a 
source of process water. 

9. The process as set forth in claim 8 wherein substantially all the primary 
mother liquor decanted from the precipitated N-(phosphonomethyl)glycine product 
crystals in the primary product slurry is recycled to the oxidation reactor system. 

10. ra©4>rocess as set forth in claim 9 wherein the oxidation catalyst 
comprises a heterogehqus catalyst comprising a noble metal deposited on a carbon 
support. 

1 1 . The process as set forth in ct^m 10 wherein the N- 
(phosphonomethyl)iminodiacetic acid substratb^s oxidized in a liquid reaction 
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medium in contact with the oxidation catalyst and the chloride ion concentration in 
the liquid reaction medium^s maintained at no greater than about 500 ppm by weight. 

12. The process as set forth in claim 1 1 wherein the chloride ion concentration 
in the liquid reaction medium is maintained at no greater than 300 ppm by weight. 

13. The process as set forth in claim 12 wherein the chloride ion concentration 
in the liquid reaction medium is maintained at no greater than 100 ppm by weight. 

14. The process as set forth in claim 1 1 wherein a source of the N- 
(phosphonomethyl)iminodiacetic acid substrate is used to prepare the aqueous feed 
stream introduced into the reactor system and the concentration of chloride ion in the 
N-(phosphonomethyl)iminodiacetic acid substrate source is less than about 5000 ppm 
by weight on a dry basis. 

15. The process as set forth in claim 14 wherein the concentration of chloride 
ion in the N-(phosphonomethyl)iminodiacetic acid substrate source is less than about 
3000 ppm by weight on a dry basis. 

16. The process as set forth in claim 15 wherein the concentration of chloride 
ion in the N-(phosphonomethyl)iminodiacetic acid substrate source is less than about 
'2U0U ppm by weight~6nardry - i5aTis7" ~ = ™ 

17. The process as set forth in claim 1 6 wherein the concentration of chloride 
ion in the N-(phosphonomethyl)iminodiacetic acid substrate source is less than about 
1000 ppm by weight on a dry basis. 
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^/ 18. The probers as set forth in claim 4 wherein the process further comprises 

^ purging secondary motheKjiquor for removal of by-products and impurities from the 
process. 

19. The process as set forth in claim 18 wherein substantially all the 
secondary mother liquor is purged from the process. 




20. The proce^as set forth in c laim 4 wherein the primary fraction is from 
about 30% to about 85% of4jie reaction product solution. 

21 . The process as set forth in claim 20 wherein the primary fraction is from 
about 50% to about 80% of the reaction product solution. 

22. The process as set forth in claim 21 wherein the primary fraction is from 
about 65% to about 75% of the reaction product solution. 



23. The process as set forth in claim 20 wherein the reactor system comprises 
a first and a second oxidation reaction zone in series; 

the aqueous feed stream is introduced into the first oxidation reaction zone; 

N-(phosphonomethyl)iminodiacetic acid substrate is continuously oxidized in 
the first oxidation reaction zone to produce an intermediate reaction mixture 
coiiiprising~N-(phosphon^ ~~ 
(phosphonomethyl)iminodiacetic acid substrate; 

an intermediate aqueous feed stream is introduced into the second oxidation 
reaction zone, the intermediate aqueous feed stream comprising N- 
(phosphonomethyl)glycine product obtained in the intermediate reaction mixture and 
unreacted N-(phosphonomethyl)iminodiacetic acid substrate; 
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N-(phosphonomethyl)iminodiacetic acid substrate is continuously oxidized in 
the second oxidation reaction zone to produce the reaction product solution 
comprising N-(phosphonomethyl)glycine product; and 

the reaction product solution is divided into plural fractions comprising the 
primary and secondary fractions. 



24. The process as set forth in c laim 23 wherein the oxidation catalyst is in 
contact with a liquid reaction medium in each of the oxidation reaction zones. 




25. The process as set forth in claim 24 wherein the oxidation catalyst 
comprises a heterogenous particulate catalyst. 

26. The process as set forth in claim 25 wherein the heterogeneous particulate 
catalyst comprises a noble metal deposited on a particulate carbon support. 

27. Thesprocess of claim 4 wherein evaporative cooling of said primary 
y fraction comprises!* 

introducing an^aaueous evaporation feed mixture into an evaporation zone, 
said aqueous feed mixturescomprising said primary fraction; 

evaporating water frofoa said aqueous evaporation feed mixture in said 
evaporation zone in the presence\p f solid particulate N-(phosphonomethyl)glycine 



product, tnereoy producing a vaponpnase composing water vapor, precipitating jn- 
(phosphonomethyl)glycine product from the aqueous liquid phase, and producing an 
evaporation product comprising N-(phostohonomethyl)glycine product solids and a 
primary mother liquor that is substantially saturated or supersaturated in N- 
(phosphonomethyl)glycine product; and 

maintaining a ratio of particulate N-(pho^honomethyl)glycine product solids 
to primary mother liquor in said evaporation zone which exceeds the ratio of 
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N-(phosphonometnyDglycine product solids incrementally produced by the effects of 
1 5 evaporation to mother IkJhqt incrementally produced thereby. 

28. The process as set forth in claim 2 7 wherein said evaporation product is 
divided to provide an N-(phosphonomethyl)glycine product solids fraction that is 
relatively depleted in mother liquor and a primary mother liquor fraction that is 
relatively depleted in N-(phosphonomethyl)glycine product solids. 

29. The process as set forth in claim 28 wherein maintaining said ratio of 
particulate N-(phosphonomethyl)glycine product solids to mother liquor in said 
evaporation zone comprises returning solids obtained in said solids fraction to said 
evaporation zone or retaining solids obtained in said solid fraction within said zone. 

30. The process as set forth in claim 29 comprising: 

introducing an evaporation feed mixture comprising said primary fraction into 
a vapor/liquid separation zone of said evaporation zone wherein the pressure is below 
the vapor pressure of said mixture, thereby allowing water to flash from the 
5 evaporation feed mixture, producing a vapor phase comprising water vapor, and 

precipitating N-(phosphonomethyl)glycine product from the liquid phase to produce a 
first slurry stream comprising particulate N-(phosphonomethyl)glycine product in a 
saturated or supersaturated mother liquor; 

separating said vapor phase from said first slurry stream; 
10 introducing said first slurry stream into a retention zone in which a supernatant 

Jiquid comprising a fraction of said mother liquor is separated from a second slurry 
stream comprising precipitated N-(phosphonomethyl)glycine product and mother 
liquor, said retention zone having an inlet for said first slurry, a decantation liquid exit 
for said supernatant liquid spaced above said inlet, and an exit for said second slurry 
15 spaced above said inlet but below said decantation liquid exit; and 
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maintaining the relative rates at which said first slurry is introduced into said 
retention zone, said second slurry is drawn off through said second slurry exit and said 
supernatant liquid is drawn off through said decantation liquid exit such that the 
upward flow velocity in a lower region of said retention zone below said second slurry 
20 exit is sufficient to maintain precipitated N-(phosphonomethyl)glycine product in 

suspension in the liquid phase while the upward flow velocity in an upper region of 
said retention zone above said second slurry exit is below the sedimentation velocity 
of at least 80% by weight of the N-(phosphonomethyl)glycine product particles in 
said lower region. 

3 1 . The process as set forth in c laim 30 wherein at least a portion of said 
second slurry stream is recirculated to said vapor/liquid separation zone. 

32. The process as set forth in claim 3 1 wherein at least a portion of said 
second slurry stream and said primary fraction together comprise the evaporation feed 
mixture introduced into said vapor/liquid separation zone. 

33. The process as set forth in claim 32 wherein a third slurry stream is 
removed from said lower region of said zone. 

34. The process as set forth in claim 33 wherein the relative rates of the flow 
_ pn mar y fraction to said vapor/liquid separation zone, recirculation ol all or 

part of said second slurry stream to said vapor/liquid separation zone, withdrawal of 
said supernatant liquid from said decantation liquid exit, withdrawal of said third 
5 slurry stream from said lower region of said retention zone, and return to said 
evaporation zone of any liquid or solids bearing streams from any solids/liquid 
separations to which said third slurry may be subjected, are sufficient to establish a 
ratio of N-(phosphonomethyl)glycine product solids to mother liquor in said lower 
region of said zone that is higher than the ratio of precipitated solid 
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N-(phosphonomethyl)glycine product incrementally produced by the effects of 

evaporation of said primary fraction to mother liquor incrementally produced thereby. 

35. The process as set forth in claim 34 wherein the relative flow rates of said 
streams are controlled so that the N-(phosphonomethyl)glycine product solids 
concentration in said lower region of said zone is at least about twice the 
concentration of N-(phosphonomethyl)glycine product solids in the mixture of such 
solids and mother liquor that is or would be produced by flashing of said primary 
fraction in said vapor/liquid zone in the absence of said recirculated second slurry 
stream. 

36. The process as set forth in claim 35 wherein solids are removed from said 
third slurry to produce a recycle liquid fraction which is recirculated to said 
vapor/liquid separation zone, whereby said evaporation feed mixture further 
comprises said recycle liquid fraction. 

37. The process as set forth in claim 36 wherein both said primary fraction 
and said recycle liquid fraction are mixed with said second slurry stream prior to 
introduction into said vapor/liquid separation zone. 

S^^^Ti^process as set forth in claim 37 wherein said secondary fraction is 
trO u tic C\*~in cG~a~sc^onv* ory^rcac tG r~sy s t cm'CGrnpn s ing~a~ tG±~ ti ary~Gxioa tiGn^rccic ti gii 
zone, unreacted N-(pho^phonomethyl)iminodiacetic acid substrate contained in said 
secondary fraction being converted to N-(phosphonomethyl)glycine product in said 
tertiary oxidation reaction zone to^woduce a tertiary oxidation reaction mixture, said 
secondary crystallization feed mixture^omprising N-(phosphonomethyl)glycine 
product contained in said tertiary oxidatiomreaction mixture. 
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39. The process as set forth in claim 3 7 wherein the relative flow rates of all 

of said streams, including said recycle liquid fraction, are controlled so that the solids 

content of the slurry in said lower region of said zone is at least about 12% by weight. 



40. The process as set forth in claim 39 further comprising decanting primary 
mother liquor from the precipitated N-(phosphonomethyl)glycine product crystals in 
the primary product slurry. 



41 . The process as set forth in claim 39 further comprising recycling primary 
mother liquor to said oxidation reactor system for use as a source of water. 



42. The process as set forth in claim 39 further comprising purging secondary 
mother liquor for removal of by-products and impurities from the process. 

43. The process as set forth in claim 39 wherein said oxidation reactor system 
comprises a series of at least two continuous oxidation reaction zones, the process 
further comprising: 

separating the oxidation catalyst from reaction product solution; and 
5 continuously recycling the separated oxidation catalyst to at least one of the 

oxidation reaction zones. 




process comprising: 

introducing an aqb^ous feed stream comprising an N- 
(phosphonomethyl)iminodiacbdc acid substrate into an oxidation reactor system; 

oxidizing the N-(phosphon^methyl)iminodiacetic acid substrate in the 
oxidation reactor system in the presenbe of an oxidation catalyst to produce a reaction 
product solution containing N-(phosphono*nethyl)glycine product; 
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precijJH^ting N-(phosphonomethyl)glycine product crystals from the reaction 
product solution toproduce a primary product slurry comprising precipitated N- 
(phosphonomethyl)glycin^product crystals and a primary mother liquor; and 

evaporating water from the^orimary mother liquor, thereby precipitating 
additional N-(phosphonomethyl)glycmbs^roduct crystals and producing a secondary 
mother liquor. 

45. The process as set forth in claim 44 wherein the reaction product solution 
is cooled to precipitate N-(phosphonomethyl)glycine product crystals from the 
reaction product solution. 

46. The process as set forth in claim 45 wherein the reaction product solution 
is cooled as water is evaporated from the reaction product solution by reducing the 
pressure. 

47. The process as set forth in claim 46 wherein water is evaporated from the 
reaction product solution under substantially adiabatic conditions. 

48. The process as set forth in claim 47 wherein the evaporation cools the 
reaction product solution to a temperature of from about 45 °C to about 80°C. 

. a m i _ . -^r- 1.1- _ i _ : _ a *7 -u — „u««+_co/ +« «u««o^o/ 

11IC pl'OCCE»&j ~<X2> Oct J-Oriii ill i/iVUi'ii t / wiit;iX7iii iioiii <*oowt / o iO ttt/Oui -j\j~/\> 

by weight of the reaction product solution is evaporated. 

50. The process as set forth in claim 47 wherein the process further comprises 
purging secondary mother liquor for removal of by-products and impurities from the 
process. 
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5 1 . The process as set forth in claim 50 wherein substantially all the 

secondary mother liquor is purged from the process. 

A process for making an N-(phosphonomethyl)glycine product, the 
process comprising: 

introducing an aqueous feed stream comprising an N- 
(phosphonomethyl)iminodiacetic acid substrate into a primary oxidation reactor 
5 system comprising one or more oxidation reaction zones; 

oxidizing N-(phosphonomethyl)iminodiacetic acid substrate in the primary 
oxidation reactor system to produce a reaction product solution comprising N- 
(phosphonomethyl)glycine product and unreacted N-(phosphonomethyl)iminodiacetic 
acid substrate; 

10 dividing the reaction product solution into plural fractions comprising a 

primary fraction and a secondary oxidation reactor feed fraction; 

precipitating N-(phosphonomethyl)glycine product crystals from the primary 
fraction to produce a primary product slurry comprising precipitated N- 
(phosphonomethyl)glycine product crystals and a primary mother liquor; 
1 5 introducing the secondary oxidation reactor feed fraction into a secondary 

oxidation reactor system comprising one or more oxidation reaction zones; 

oxidizing N-(phosphonomethyl)iminodiacetic acid substrate in the secondary 
oxidation reactor system to produce a secondary oxidation reactor effluent comprising 

20 precipitating N-(phosphonomethyl)glycine product crystals from the 

secondary oxidation reactor effluent to produce a secondary product slurry comprising 
precipitated N-(phosphonomethyl)glycine product crystals and a secondary mother 
liquor. 

53. The process as set forth in claim 5 2 wherein the primary fraction is cooled 
to precipitate N-(phosphonomethyl)glycine product crystals from the primary fraction 



274 



PATENT 
MTC 6721; 39-21(51835) 

and water is evaporated from the secondary oxidation reactor effluent to precipitate N- 
(phosphonomethyl)glycine product crystals from the secondary oxidation reactor 
5 effluent. 

54. The process as set forth in claim 53 wherein the primary fraction is cooled 
as water is evaporated from the primary fraction by reducing the pressure. 

55. The process as set forth in claim 54 wherein the water is evaporated from 
the primary fraction under substantially adiabatic conditions. 

56. The process as set forth in claim 52 wherein the primary reactor system 
comprises multiple oxidation reaction zones in series. 

57. The process as set forth in c laim 56 wherein the reaction product solution 
is divided after the last oxidation reaction zone in the series. 

58. The process as set forth in claim 56 wherein the reaction product solution 
is divided before the last oxidation reaction zone in the series and the primary fraction 
passes through at least one further oxidation reaction zone in the primary reactor 
system before precipitating N-(phosphonomethyl)glycine product crystals from the 

5 primary fraction. 

59. The process as set forth in claim 52 wherein the primary reactor system 
comprises a single oxidation reaction zone. 

60. The process as set forth in claim 52 wherein the secondary oxidation 
reactor system comprises a stirred tank reactor. 
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61. The process as set forth in claim 52 wherein the secondary oxidation 
reactor system comprises a fixed bed reactor. 

62. The process as set forth in claim 61 wherein the fixed bed reactor is 
operated with cocurrent gas and liquid flows through the oxidation reaction zone. 

63. The process as set forth in claim 61 wherein the fixed bed reactor is 
operated adiabatically. 

64. The process as set forth in claim 52 wherein the secondary oxidation feed 
fractiorkis cooled prior to introduction into the secondary oxidation reactor system. 

65. Asprocess for preparing an N-(phosphonomethyl)glycine product by 
oxidizing an N-(^hosphonomethyl)iminodiacetic acid substrate, the process 
comprising: 

introducing th^N-(phosphonomethyl)iminodiacetic acid substrate into a liquid 
reaction medium within an oxidation reaction zone, the oxidation reaction zone being 
substantially back-mixed iirthe liquid phase and containing a catalyst for the 
oxidation reaction in contact wfetfi the liquid reaction medium, the liquid reaction 
medium comprising the N-(phosjmonomethyl)glycine product; 

introducing an oxidizing agent into the oxidation reaction zone; 



i.. +u~xt_/— a „,,u„+*.«+«_ 

in the oxidation reaction zone to form the ^(phosphonomethy^glycine product; and 

continuously withdrawing a reaction mixture effluent comprising the N- 
(phosphonomethyl)glycine product from the oxidation reaction zone. 

66. The process as set forth in c laim 65 whei^n thk catalyst comprises a 
heterogeneous particulate catalyst suspended in the licyhM reaction medium within the 
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oxidation reaction zone, the catalyst comprising a noble metal deposited on a 

particulate carbon^ support. 

67. The process as set forth in claim 66 wherein the oxidation reaction zone is 
provided by an ejectornozzle loop reactor. 



68. The process as set forth in claim 67 wherein the oxidizing agent is an 
0 2 -containing gas and is introduced simultaneously with the aqueous feed stream into 
the oxidation reaction zone thro\gh an ejector nozzle of the ejector nozzle loop 
reactor. 

69. The process is set forth inVlaim 66 wherein the oxidation reaction zone is 
provided by a fluidized bed reactor. 

70. The process as set forth in clain\6 6 wherein the oxidation reaction zone is 
provided by a continuous stirred tank reactor. 

71. The process as set forth in claim 70 \^herein the particulate carbon support 
exhibits a particle size distribution such that about v5% of the catalyst particles are 
from about 3 to about 100 |im in their largest dimension. 

/ _L liU (to OCI lOl'til ill toiuiiii I 1 t» iiWiWiiiiwiW **»<wiv*&,v l/uiUwiv uitiW'vi m\i 



particulate catalyst is from about 15 to about 40 |xm. 



73. The process as set forth in claim 71 wherein the\concentration of the 
particulate catalyst within the oxidation reaction zone is froA about (^1 to about 10 
wt.% based on the total weight of catalyst and the liquid reaction medium in the 
oxidation reaction zone. 
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74. The process as set forth in claim 7 0 further comprising cooling the liquid 

m. 
\ 



reaction medium 



75. The process as set forth in claim 74 wherein the liquid reaction medium is 
cooled in an extemaAheat transfer recirculation loop comprising a heat exchanger. 



76. The process a^set forth in claim 70 wherein the oxidizing agent is an 
0 2 -containing gas and is sparged into the liquid reaction medium within the oxidation 
reaction zone. 



77. The process as set imclaim 70 wherein the reaction mixture effluent 
withdrawn from the oxidation reaction zone is substantially free of the particulate 
catalyst, the stirred tank reactor comprising an internal catalyst filter for preventing 
the particulate catalyst from being withdrawn from the oxidation reaction zone with 

5 the reaction mixture effluent. 

78. The process as set forth in claiA70 wherein the reaction mixture effluent 
withdrawn from the oxidation reaction zone Wther comprises the particulate catalyst, 
the process further comprising: 

separating the particulate catalyst from tfre reaction mixture effluent to form a 
5 catalyst recycle stream comprising the separated particulate catalyst; and 

i ntroducin g _at_l east_a_porfi on.o fltb g-pftrti cirl at^c?^ ^ 

catalyst recycle stream into the oxidation reaction zoi 



79. The process as set forth in claim 78 wherei^catalyst is purged from the 
catalyst recycle stream. 



80. The process as set forth in claim 79 wherein fre\h catalyst is added to the 
catalyst recycle stream. 
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81 . The process as set forth in claim 78 wherein the particulate catalyst is 

\ — " 
separated fromHhe reaction mixture effluent in a catalyst filter to form the catalyst 

recycle stream and a filtrate substantially free of the particulate catalyst and 

comprising the N-mhosphonomethyl)glycine product. 

82. The procesk as set forth in claim 81 wherein the catalyst filter is adapted 
for continuous separation^ of particulate catalyst from the reaction mixture effluent. 

83. The process as sett forth in claim 82 wherein the catalyst filter is a 
continuous cross-flow filter. 

84. The process as set foifyi in claim 82 wherein the catalyst filter is a 
continuous back-pulse filter. 

85. The process as set forth in claim 84 wherein the back-pulse filter 
comprises a filter element and a portion of the filtrate is used to back-pulse the filter 
element and remove separated catalyst from the filter element. 



86. The process as set forth in claim &4 wherein the reaction mixture effluent 
further comprises dissolved C0 2 , the reaction mixture effluent being passed through a 



reaction mixture effluent and remove dissolved 
effluent. 



from the reaction mixture 



87. The process as set forth in claimJ54 wherein at least a portion of the 
particulate catalyst contained in the catalyst recycle stream passes through a catalyst 
holding tank before being introduced into the oxidation reaction zone. 
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88. The process as set forth in claim 87 wherein the catalyst holding tank is 



substantially free of 0 2 . 

89. The process as set forth in c laim 88 further comprising introducing a non- 
oxidizing gas into the\atalyst holding tank. 

90. The process as\et forth in claim 88 wherein the residence time of the 
recycled catalyst in the catalyst holding tank is at least about 2 minutes. 

91. The process as set forth in claim 81 wherein the filtrate comprises 
unreacted N-(phosphonomethyl)immodiacetic acid substrate, the process further 
comprising: \ 

continuously introducing the filtVate into a second oxidation reaction zone; 
introducing an oxidizing agent info the second oxidation reaction zone; and 
continuously oxidizing the N-(phosVhonomethyl)iminodiacetic acid substrate 

in the second oxidation reaction zone to fonAadditional N-(phosphonomethyl)glycine 

product. \ 

92. The process as set forth in claim 91 wherein the second oxidation reaction 
zone is substantially back-mixed in the liquid phase\ 



zone is provided by a second stirred tank reactor. \ 

94. The process as set forth in claim 92 wherein thd second oxidation reaction 
zone is provided by an ejector nozzle loop reactor. \ 

95. The process as set forth in claim 91 wherein the second oxidation reaction 
zone is provided by a fixed bed reactor. A / 
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96. A process for preparing an N-(phosphonomethyl)glycine product by 
oxidizing an N-(phosphonomethyl)iminodiacetic acid substrate, the process 
comprising: 

introducing the N-(phosphonomethyl)iminodiacetic acid substrate into a liquid 
5 reaction medium within an oxidation reaction zone, the liquid reaction medium 
comprising the N-(phosphonomethyl)glycine product and having a particulate 
heterogeneous catalyst for the oxidation reaction suspended therein; 

introducing an oxidizing agent into the oxidation reaction zone; 

continuously oxidizing the N-(phosphonomethyl)iminodiacetic acid substrate 
10 in the liquid reaction medium within the oxidation reaction zone to form the N- 
(phosphonomethyl)glycine product; 

continuously withdrawing a reaction mixture effluent from said oxidation 
reaction zone, the reaction mixture effluent comprising the N- 
(phosphonomethyl)glycine product; 
1 5 continuously separating the particulate catalyst from the reaction mixture 

effluent to form a catalyst recycle stream comprising the separated catalyst; and 

introducing at least a portion of the particulate catalyst contained in the 
catalyst recycle stream into said oxidation reaction zone. 

97. The process as set forth in claim 96 wherein particulate catalyst contained 
in the catalyst recycle stream passes through at least one other oxidation reaction zone 

98. The process as set forth in claim 96 wherein particulate catalyst contained 
in the catalyst recycle stream is introduced directly into said oxidation reaction zone. 

99. The process as set forth in claim 96 wherein the particulate catalyst is 
separated from the reaction mixture effluent in a catalyst filter to form the catalyst 
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recycle stream and a filtrate substantially free of the particulate catalyst and 

comprising N-(phosphonomethyl)glycine product. 

100. The process as set forth in claim 99 wherein the catalyst filter is adapted 
for continuous separation of the particulate catalyst from the reaction mixture effluent. 



\ 



10T. A process for preparing an N-(phosphonomethyl)glycine product by 
oxidizing an N^(phosphonomethyl)iminodiacetic acid substrate in a reactor system, 
the process comprising: 

introducing an aqueous feed stream comprising the N- 
(phosphonomethyl)iminodiacetic acid substrate into a first oxidation reaction zone; 

introducing an oxidizing agent into the first oxidation reaction zone; 

continuously oxidizing the N-(phosphonomethyl)iminodiacetic acid substrate 
in the first oxidation reaction zotae to form the N-(phosphonomethyl)glycine product; 

continuously withdrawing an intermediate reaction mixture effluent 
comprising the N-(phosphonomethyl)glycine product and unreacted N- 
(phosphonomethyl)iminodiacetic acid substrate from the first oxidation reaction zone; 

continuously introducing an intermediate aqueous feed stream into a second 
oxidation reaction zone, the intermediate aqiieous feed stream comprising N- 
(phosphonomethyl)glycine product and unreacr^d N-(phosphonomethyl)iminodiacetic 
acid substrate obtained in the intermediate reactioW mixture effluent; 



I ii trod liVjIi ai i~oXI drz;iii £~ctg Cn t~I II t G~t Tl C~ S C C G 1 G X*l d uxl Gn~TC tXGtlGH~2GxiC;~ "™ ' 

continuously oxidizing the N-(phosphonometlwl)iminodiacetic acid substrate 
in the second oxidation reaction zone to form additional^-(phosphonomethyl)glycine 
product; and 

continuously withdrawing a reaction mixture effluentYomprising the N- 
(phosphonomethyl)glycine product from the second oxidation reaction zone. 
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102. The process as set forth in claim 101 wherein the first and second 

oxidation reaction zones contain a catalyst for the oxidation reaction. 



\ 



103. The process as set forth in claim 102 wherein the catalyst in the first 
oxidation reaction zone is a heterogeneous particulate catalyst and is suspended in a 
liquid reaction mediuir^comprising the N-(phosphonomethyl)iminodiacetic acid 
substrate. 



104. The process asNset forth in claim 103 wherein the first oxidation reaction 
zone is substantially back-mi^ed in the liquid phase. 

105. The process as set forth in claim 104 wherein the first oxidation reaction 
zone is provided by a stirred tank redactor. 

106. The process as set forth irkclaim 104 wherein the first oxidation reaction 
zone is provided by an ejector nozzle loop reactor. 

107. The process as set forth in clain^ 104 wherein the first oxidation reaction 
zone is provided by a fluidized bed reactor. 



108. The process as set forth in claim 104wherein the second oxidation 

IVUCUOll LiOllV lO plO ? 1U&U Crj *-*■ ha C* wu liui iii^ uiw \^*.\,%^.* j u *. mvi wax* . 



109. The process as set forth in claim 1 02 wherein the catalyst in the first and 
second oxidation reaction zones is a heterogeneous particulate catalyst and is 
suspended in a liquid reaction medium comprising the '. 
(phosphonomethyl)iminodiacetic acid substrate. 
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110. The process as set forth in claim 109 wherein the first and second 

oxidation reaction zones are substantially back-mixed in the liquid phase. 



111. The process as set forth in claim 110 wherein the oxidizing agent 
introduced into the first and second oxidation reaction zones is an 0 2 -containing gas 
and the second oxidatton reaction zone is substantially back-mixed in the gas phase. 



112. The processes set forth in claim 111 wherein the first and second 
oxidation reaction zones are provided by first and second continuous stirred tank 
reactors respectively, the stim*ed tank reactors containing a headspace above the liquid 
reaction medium and the second stirred tank reactor being provided with an impeller 

5 system adapted to draw gas from the headspace into the liquid reaction medium. 

113. The process as set Vbrth in claim 112 wherein the 0 2 -containing gas is 
introduced into the headspace ab^ve the liquid reaction medium within the second 
stirred tank reactor. 

114. The process as set forth m claim 111 wherein the first oxidation reaction 



zone is provided by a continuous stirrecKtank reactor and the second oxidation 
reaction zone is provided by an ejector nofczle loop reactor. 



i i c t «i 4. r ■_ _i_j_A_i 1 r\ i j_ ±\ rz a i i 
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oxidation reaction zones are provided by first 5pid second continuous stirred tank 
reactors respectively. 



116. The process as set forth in claim US Wherein tlie heterogeneous 
particulate catalyst comprises a noble metal deposirejchon ayparticulate carbon support. 
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117. .The process as set forth in claim 116 wherein the particulate carbon 
\ * 

support exhibits a particle size distribution such that about 95% of the catalyst 
particles are from about 3 to about 100 ^im in their largest dimension. 



118. The process as set forth in claim 117 wherein the average particle size of 
the particulate catalystMs from about 15 to about 40 jim. 

119. The processes set forth in claim 117 wherein the concentration of the 
particulate catalyst within the first and second oxidation reaction zones is from about 
0.1 to about 10 wt.% based dn the total weight of catalyst and the liquid reaction 
medium in the oxidation reaction zones. 

120. The process as set forth in claim 119 wherein the reaction mixture 
effluent withdrawn from the seconckoxidation reaction zone further comprises the 
particulate catalyst, the process further comprising separating the particulate catalyst 
from the reaction mixture effluent withdrawn from the second oxidation reaction zone 
to form a catalyst recycle stream comprising the separated catalyst. 

121. The process as set forth in claim 120 further comprising introducing at 
least a portion of the particulate catalyst contained in the catalyst recycle stream into 
at least one of the first and second oxidation reaction zones. 



122. The process as set forth in claim 121 ^erein the particulate catalyst is 
separated from the reaction mixture effluent in a catalyst filter to form the catalyst 
recycle stream and a filtrate substantially free of th< 
comprising the N-(phosphonomethyl)glycine prod 




iculate catalyst and 



285 



PATENT 
MTC 6721; 39-21(51835) 

123. The process as set forth in claim 122 wherein the catalyst filter is 

adapted for continuous separation of particulate catalyst from the reaction mixture 

effluent. \ 



124. The process as set forth in claim 123 wherein the catalyst filter is a 
continuous back-pufse filter. 



125. The process as set forth in claim 124 wherein the back-pulse filter 
comprises a filter demerit and a portion of the filtrate is used to back-pulse the filter 
element and remove separated catalyst from the filter element. 

126. The process as set forth in claim 124 wherein at least a portion of the 
particulate catalyst contained in\he catalyst recycle stream passes through a catalyst 
holding tank before being introduced into at least one of the first and second oxidation 
reaction zones. 

127. The process as set forth in J^aim 126 wherein the catalyst holding tank is 
substantially free of 0 2 . 



128. The process as set forth in claim \27 further comprising introducing a 
non-oxidizing gas into the catalyst holding tank) 



129. The process as set forth in claim 127 Wherein the residence time of the 
recycled catalyst in the catalyst holding tank is at leAt about 2 minutes. 



130. The process as set forth in cl aim 121 wherein at least a 
particulate catalyst contained in the catalyst recycle stream is introd 
oxidation reaction zone concurrently with the N-(phosphoi^methyljiminodiacetic 
acid substrate 



portion of the 
ced into the first 
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131. The process as set forth in claim 121 wherein at least a portion of the 
particulate catalyst contained in the catalyst recycle stream is introduced into the 
second oxidation reaction zone concurrently with the unreacted N- 
(phosphonomethyl)iminodiacetic acid substrate obtained in the intermediate aqueous 
reaction mixture effluent. 

132. The process as set forth in claim 121 wherein a portion of the particulate 
catalyst contained in the catalyst recycle stream is introduced into the first oxidation 
reaction zone concurrently\with the N-(phosphonomethyl)iminodiacetic acid substrate 
and another portion of the particulate catalyst contained in the catalyst recycle stream 
is introduced into the second oxidation reaction zone concurrently with the unreacted 
N-(phosphonomethyl)iminodiafeetic acid substrate obtained in the intermediate 
aqueous reaction mixture effluerit. 



133. The process as set fortl\in claim 121 wherein catalyst is purged from the 
catalyst recycle stream. 

134. The process as set forth in ctaim 133 wherein fresh catalyst is added to 
the catalyst recycle stream. 



135. The process as set forth in claim l\l9 wherein the intermediate reaction 



the particulate catalyst. 

136. The process as set forth in claim 135 wherein the intermediate aqueous 
feed stream introduced into the second oxidation reaction zone further comprises 
particulate catalyst obtained in the intermediate reaction i^ixti^e effluent. 

137. The process as set forth in claim 135 further dEmpri sing: 
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separating the particulate catalyst from the intermediate reaction mixture 

effluent withdrawn from the first oxidation reaction zone to form a catalyst recycle 

stream comprising the separated catalyst; and 

5 introducing at least a portion of the particulate catalyst contained in the 

catalyst recycle stream into the first oxidation reaction zone concurrently with the N- 

(phosphonomethyl)iminodiacetic acid substrate. 

138. The processes set forth in claim 137 wherein the particulate catalyst is 
separated from the intermediate reaction mixture effluent in a catalyst filter to form 
the catalyst recycle stream and a filtrate substantially free of the particulate catalyst 
and comprising the N-(phosph©nomethyl)glycine product and the intermediate 

5 aqueous feed stream introduced r^to the second oxidation reaction zone comprises the 
filtrate. 

139. The process as set forth imclaim 138 wherein the reaction mixture 
effluent withdrawn from the second oxidation reaction zone further comprises the 
particulate catalyst, the process further comprising separating the particulate catalyst 
from the reaction mixture effluent withdrawn from the second oxidation reaction zone 

5 to form a second catalyst recycle stream comprising the separated catalyst. 

140. The process as set forth in claim 139 wherein the particulate catalyst is 

OCpuiutV'U iiOiii uiW iVudivi'i Wiiiuvi'ii 111 owwvxAv^^^vfc^A^ kjv ah«;*i. W iv/nn mv 



second catalyst recycle stream and a second filtrate substantially free of the particulate 
catalyst and comprising the N-(phosphonomethyl)glycine pfoduct. 

1 

141 . The process as set forth in claim 140 further comprising introducing at 
least a portion of the particulate catalyst contained in the seconcMatalyst recycle 
stream into at least one of the first and second oxidation reaction t zones 



288 



PATENT 
MTC 6721; 39-21(51835) 

142. The process as set forth in claim 141 wherein at least a portion of the 

particulate catalyst contained in the second catalyst recycle stream is introduced into 

the second oxuiation reaction zone concurrently with the unreacted N- 

(phosphonomethyl)iminodiacetic acid substrate obtained in the intermediate reaction 

mixture effluent. 



143. The process as set forth in claim 142 wherein the average age of the 
catalyst in the first oxidation reaction zone is different from the average age of the 
catalyst in the second oxidation reaction zone. 

144. The process as seV forth in claim 143 wherein the average age of the 
catalyst in the first oxidation reaction zone is greater than the average age of the 
catalyst in the second oxidation reaction zone. 

145. The process as set forth in edaim 143 wherein the average age of the 
catalyst in the first oxidation reaction zone^s less than the average age of the catalyst 
in the second oxidation reaction zone. 

146. The process as set forth in claim 14^1 wherein the catalyst filters are 
adapted for continuous separation of particulate catalyst from the intermediate 
reaction mixture effluent and the reaction mixture effluent. 



147. The process as set forth in claim 119 furtheftcomprising cooling the 
liquid reaction medium in the first oxidation reaction zone\ 



148. The process as set forth in claim 147 wherein theJiquid reaction medium 
in the first oxidation reaction zone is cooled in an external heat Wnsfer recirculation 



loop comprising a heat exchanger associated with the first stirredjtank 



reactor. 
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149. The process as set forth in claim 147 wherein the second oxidation 
reaction zone is operated adiabatically. 

\ 

150. The process as set forth in claim 147 further comprising cooling the 
liquid reaction medium in the second oxidation reaction zone. 

151. The process as set forth in claim 150 wherein the liquid reaction medium 
in the second oxidatioia reaction zone is cooled in an external heat transfer 
recirculation loop composing a heat exchanger associated with the second stirred tank 
reactor. 

152. The process as sVt forth in claim 150 wherein the temperature of the 
liquid reaction medium in the first oxidation reaction zone is maintained at from about 
95 °C to about 105 °C and the temperature of the liquid reaction medium in the second 
oxidation reaction zone is maintained at from about 100°C to about 105°C. 

153. The process as set forth in\laim 1 19 wherein the concentration of the N- 
(phosphonomethyl)iminodiacetic acid substrate in the aqueous feed stream is from 
about 7% to about 15% by weight. 

154. The process as set forth in claim 1^8 wherein the oxidizing agent is an 

v^2-^^ii"*Ai^i^- ****** ^ L vx/.x.^w..^ ~r — — *-* - w — — 

medium within the first and second oxidation reaction zones. 

155. The process as set forth in claim 154 wherein the total oxygen introduced 
into the first and second oxidation reaction zones combined is from about 0.5 to about 
5 moles of O z per mole of N-(phosphonomethyl)iminodiacetic acid substrate in the 
aqueous feed stream introduced into the first stirred tank reac\ 
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156. The process as set forth in claim 155 wherein the total oxygen introduced 
into the first and second oxidation reaction zones combined is from about 1 to about 3 
moles of 0 2 per mole of N-(phosphonomethy ^iminodiacetic acid substrate in the 
aqueous feed stream introduced into the first stirred tank reactor. 



157. The process as set forth in claim 156 wherein the total oxygen introduced 
into the first and second oxidation reaction zones combined is from about 1.5 to about 

2.5 moles of 0 2 per mole of N-(phosphonomethyl)iminodiacetic acid substrate in the 

\ 

aqueous feed stream introduced into the first stirred tank reactor. 



158. The process as s^t forth in claim 156 wherein the N- 
(phosphonomethyl)iminodiacem: acid substrate concentration in the reaction mixture 
effluent withdrawn from the second stirred tank reactor is from about 200 to about 
2000 ppm by weight. 

159. The process as set forth inN^laim 158 wherein the N- 
(phosphonomethyl)iminodiacetic acid substrate concentration in the reaction mixture 
effluent withdrawn from the second stirred iVik reactor is from about 500 to about 
1500 ppm by weight. 



160. The process as set forth in claim 159 wherein the N- 

\JJllV^3^riV^AlOlllV^ UV1VJ OUL/JUUiv Ouiiuviiuuuui'i 111 niw a illicit 

effluent withdrawn from the second stirred tank reactor is from about 500 to about 
700 ppm by weight. 

161 . The process as set forth in claim 156 wherein 
(phosphonomethyl)iminodiacetic acid substrate to N-(phj 
product in the first oxidation reaction zone is at least abo 




conversion of the N- 
nomethyl)glycine 



291 



PATENT 
MTC 6721; 39-21(51835) 

162. The process as set forth in claim 161 wherein the conversion of the N- 
(phosphonomethyl)iminodiacetic acid substrate to N-(phosphonomethyl)glycine 
product in the first oxidation reaction zone is from about 80% to about 95%. 

\ 

163. T^he process as set forth in claim 162 wherein from about 70% to about 
90% of the totaKoxygen introduced into the first and second oxidation reaction zones 
is introduced into\he first stirred tank reactor. 

164. The process as set forth in claim 154 wherein the 0 2 -containing gas is 
introduced into the firstNpxidation reaction zone at a rate such that at least about 60% 
of the 0 2 is utilized in th^first oxidation reaction zone. 

165. The process as ^et forth in claim 164 wherein the 0 2 -containing gas is 
introduced into the first oxidatibn reaction zone at a rate such that at least about 80% 
of the 0 2 is utilized in the first oxidation reaction zone. 

166. The process as set forth claim 165 wherein the 0 2 -containing gas is 
introduced into the first oxidation reactW zone at a rate such that at least about 90% , 
of the 0 2 is utilized in the first oxidation faction zone. 



167. The process as set forth in claimM54 wherein the 0 2 -containing gas is 
-int^o due ed^int Q-the-s cg o nd-ox-id^ 

60% of the 0 2 is utilized in the second oxidation reaction zone. 



168. The process as set forth in claim 167 wherein the 0 2 -containing gas is 
introduced into the second oxidation reaction zone at aVate such that at least about 
80% of the 0 2 is utilized in the second oxidation reactionfczone. 
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169. The process as set forth in claim 168 wherein the 0 2 -containing gas is 
introduced into the second oxidation reaction zone at a rate such that at least about 
90% of the 0 2 is utilized in the second oxidation reaction zone. 

\ 

170. The.process as set forth in claim 119 wherein the ratio of the working 
volume of liquid reaction medium in the first stirred tank reactor to the working 
volume of liquid reaction medium in the second stirred tank reactor is greater than 1. 



171. The proces\as set forth in claim 170 wherein the ratio of the working 
volume of liquid reaction medium in the first stirred tank reactor to the working 
volume of liquid reaction medium in the second stirred tank reactor is from about 1.1 
to about 5. 

172. The process as set tbrth in claim 119 wherein the residence time in the 
first stirred tank reactor is from about 10 to about 30 minutes. 

173. The process as set forth iA^laim 172 wherein the residence time in the 
second stirred tank reactor is from about <§ to about 20 minutes. 

174. The process as set forth in clain^l 19 wherein the particulate catalyst 
further comprises a catalyst-surface promoter in a proportion of at least about 0.05% 



1 . * _JI_i . f il X„ 1 4- 



1 75. The process as set forth in c lainx 1 74 wWein the catalyst-surface 
promoter comprises bismuth, tin, cadmium, magnesium, manganese, nickel, 
aluminum, cobalt, lead, titanium, antimony, selenium, irj^i, rhenium, zinc, cerium, 
zirconium, tellurium, or germanium. 
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176. The process as set forth in claim 174 further comprising introducing a 
supplemental promoter into the reactor system and mixing it with the particulate 
catalyst. 

177. T^he process as set forth in claim 176 wherein the supplemental promoter 
is introduced int^ the liquid reaction medium within at least one of the oxidation 
reaction zones. 

178. The process as set forth in claim 177 wherein the supplemental promoter 
is introduced into the first oxidation reaction zone. 

179. The process; as set forth in claim 176 wherein the supplemental promoter 
is introduced into the reactor system continuously or intermittently. 

180. The process as set forth in claim 176 wherein the supplemental promoter 
introduced into the reactor system increases the activity and/or selectivity of the 
particulate catalyst for oxidizing formaldehyde or formic acid generated during the 
oxidation of the N-(phosphonometlVl)iminodiacetic acid substrate. 

181. The process as set forth inVlaim 176 wherein the supplemental promoter 
introduced into the reactor system increases the activity and/or selectivity of the 

the N-(phosphonomethyl)glycine product. 

182. The process as set forth in c laim 17^ wherein the supplemental promoter 
reduces noble metal leaching from the carbon suppc 



183. The process as set forth in c laim 176 wHerMn the supplemental promoter 
comprises bismuth, lead, germanium, tellurium, titaniW/teopper and/or nickel. 
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184. The process as set forth in claim 183 wherein the supplemental promoter 
comprises bismuth. 

185. The process as set forth in claim 184 wherein the supplemental promoter 
introduced into the reactor system is in the form of bismuth oxide, bismuth hydroxide, 
bismuth chloride, bismuth bromide, bismuth iodide, bismuth sulphide, bismuth 
selenide, bismutlVtelluride, bismuth sulphite, bismuth sulphate, bismuthyl sulfate, 
bismuthyl nitrite, bismuth nitrate, bismuthyl nitrate, double nitrate of bismuth and 
magnesium, bismuthVhosphite, bismuth phosphate, bismuth pyrophosphate, 
bismuthyl carbonate, bismuth perchlorate, bismuth antimonate, bismuth arsenate, 
bismuth selenite, bismutk titanate, bismuth vanadate, bismuth niobate, bismuth 
tantalate, bismuth chromatfe, bismuthyl dichromate, bismuthyl chromate, double 
chromate of bismuthyl and pbtassium, bismuth molybdate, double molybdate of 
bismuth and sodium, bismuth Wgstate, bismuth permanganate, bismuth zirconate, 
bismuth acetate, bismuthyl propionate, bismuth benzoate, bismuthyl salicylate, 
bismuth oxalate, bismuth tartrate, bWnuth lactate, bismuth citrate, bismuth gallate, 
bismuth pyrogallate, bismuth phosphide, bismuth arsenide, sodium bismuthate, 
bismuth-thiocyanic acid, sodium salt of Vsmuth-thiocyanic acid, potassium salt 
bismuth-thiocyanic acid, trimethylbismutW^e, triphenylbismuthine, bismuth 
oxychloride, or bismuth oxyiodide. 



introduced into the reactor system is in the form ofbismuth oxide. 



187. The process as set forth in claim 186 whe: 
introduced into the reactor system is Bi 2 0 3 . 




the supplemental promoter 
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188. A process for removal of water from an aqueous starting solution 
comprising N-(phosphonomethyl)glycine product and crystallization N- 
(phosphonomethyl)glycine product therefrom, the process comprising: 

^introducing an aqueous evaporation feed mixture into an evaporation zone, 
5 said feed mixture comprising said aqueous starting solution; 

evaporating water from said feed mixture in said evaporation zone in the 
presence of sblid particulate N-(phosphonomethyl)glycine product, thereby producing 
a vapor phase comprising water vapor, precipitating N-(phosphonomethyl)glycine 
product from theVqueous liquid phase, and producing an evaporation product 
10 comprising N-(pho^phonomethyl)glycine product solids and a mother liquor that is 

substantially saturated or supersaturated in N-(phosphonomethyl)glycine product; and 
maintaining a rbio of particulate N-(phosphonomethyl)glycine product solids 
to mother liquor in said evaporation zone which exceeds the ratio of N- 
(phosphonomethyl)glycine^product solids incrementally produced by the effects of 
1 5 evaporation to mother liquor Incrementally produced thereby. 

189. The process as set fokh in claim 188 wherein said evaporation product is 
divided to provide an N-(phosphonoisnethyl)glycine product solids fraction that is 
relatively depleted in mother liquor anci a mother liquor fraction that is relatively 
depleted in N-(phosphonomethyl)glycineo)roduct solids. 



particulate N-(phosphonomethyl)glycine prodikt solids to mother liquor in said 
evaporation zone comprises returning solids obtained in said solids fraction to said 
evaporation zone or retaining solids obtained in said solid fraction within said zone. 

191. The process as set forth in claim 190 comtorising:] 
introducing an evaporation feed mixture comprising said aqueous starting 
solution into a vapor/liquid separation zone of said evapfyration zone wherein the 
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pressure is below the vapor pressure of said mixture, thereby allowing water to flash 

5 from the evaporation feed mixture, producing a vapor phase comprising water vapor, 

and precipitating N-(phosphonomethyl)glycine product from the liquid phase to 

produce a first slurry stream comprising particulate N-(phosphonomethyl)glycine 

product in a saturated or supersaturated mother liquor; 

separating said vapor phase from said first slurry stream; 

10 introducing said first slurry stream into a retention zone in which a supernatant 

liquid comprising abaction of said mother liquor is separated from a second slurry 
stream comprising precipitated N-(phosphonomethyl)glycine product and mother 
liquor, said retention zone having an inlet for said first slurry, a decantation liquid exit 
for said supernatant liquid spaced above said inlet, and an exit for said second slurry 

15 spaced above said inlet but below said decantation liquid exit; and 

maintaining the relative rates at which said first slurry is introduced into said 
retention zone, said second slVry is drawn off through said second slurry exit and said 
supernatant liquid is drawn offWough said decantation liquid exit such that the 
upward flow velocity in a lower region of said retention zone below said second slurry 

20 exit is sufficient to maintain precipWed N-(phosphonomethyl)glycine product in 

suspension in the liquid phase while the upward flow velocity in an upper region of 
said retention zone above said second slurry exit is below the sedimentation velocity 
of at least 80% by weight of the N-(phosMionomethyl)glycine product particles in 
said lower region. \ 

192. The process as set forth in claimV91 wherein at least a portion of said 
second slurry stream is recirculated to said vapor/liquid separation zone. 

193. The process as set forth in cl aim J 92 Wherein at least a portion of said 
second slurry stream and said aqueous starting solution together comprise the 
evaporation feed mixture introduced into said vapor/liqitfti separation zone. 
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194. The process as set forth in claim 193 wherein said aqueous starting 
solution and said second slurry stream are mixed before introduction into said 
vapor/liquid^separation zone. 

195. Th^process as set forth in claim 193 wherein a third slurry stream is 
removed from said lower region of said zone. 

196. The process as set forth in claim 195 wherein said third slurry stream is 
removed from said lower region through a slurry exit separate from said second slurry 
exit. 

197. The process ak set forth in claim 195 wherein said third slurry stream is 
obtained by dividing said second slurry stream into a recirculation stream and said 
third slurry stream. 



10 



198. The process as set foiHh in claim 195 wherein the relative rates of the 
flow of said aqueous starting solutioli to said vapor/liquid separation zone, 
recirculation of all or part of said second slurry stream to said vapor/liquid separation 
zone, withdrawal of said supernatant liquid from said decantation liquid exit, 
withdrawal of said third slurry stream fromvsaid lower region of said retention zone, 
and return to said evaporation zone of any liquid or solids bearing streams from any 

SOIiClO/ l'lCjCllCi OUpui UlivjiiiJ ivy »*iiivii uuivi kxxxxu. »-» * J — 5 ~ ** ~ — — 

establish a ratio of N-(phosphonomethyl)glycineVroduct solids to mother liquor in 
said lower region of said zone that is higher than the ratio of precipitated solid N- 
(phosphonomethyl)glycine product incrementally produced by the effects of 
evaporation to mother liquor incrementally produced tnereby. 

199. The process as set forth in claim 198 wheA^n\he relative flow rates of 
said streams are controlled so that the N-(phosphonom&t yl)gl/cine product solids 
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concentration in said lower region of said zone is at least about twice the 
concentration of N-(phosphonomethyl)glycine product solids in the mixture of such 
solids and mother liquor that is or would be produced by flashing of said aqueous 
starting solution in said vapor/liquid zone in the absence of said recirculated second 
slurry stream. 



200. The process as set forth in claim 199 wherein solids are removed from 
said third slurry to produce a recycle liquid fraction which is recirculated to said 
vapor/liquid separation zbne, whereby said evaporation feed mixture further 
comprises said recycle lic^uid fraction. 



201. The process asW forth in claim 200 wherein both said aqueous starting 
solution and said recycle liquid fraction are mixed with said second slurry stream 
prior to introduction into said ^wipor/liquid separation zone. 

202. The process as set forth in claim 201 wherein the relative flow rates of 
all of said streams, including said recycle^ liquid fraction, are controlled so that the 
solids content of the slurry in said loVer region of said zone is at least about 12% by 
weight. \ 

203. The process as set forth in clWr201 wherein the relative flow rates of 



median cube weighted particle size of at least\about 200 (im. 

204. The process as set forth in claiaL20lV wherein the relative flow rates of 
said streams are controlled so that the solids removed from said third slurry have a 
BET surface area not greater than about 0.09 m 2 /g. A I 
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205. The process as set forth in claim 203 wherein the upward flow velocity 

in said lower region is at least four times the sedimentation velocity of at least 80% by 

weight of the solids contained therein, and the upward flow velocity in the upper 

region of the zone is less than one fourth the sedimentation velocity of at least 80% 

by weight of the solids in said second slurry. 



206. The process as set forth in claim 199 wherein said feed mixture 
comprises a slurry of N-(phosphonomethyl)glycine product in an aqueous liquid 
phase that is supersaturated in N-(phosphonomethyl)glycine product, said feed 
mixture flowing along ^^recirculation path between said second slurry exit and an inlet 
5 to said vapor/liquid separation zone without substantial axial back-mixing. 



207. The process as serf forth in claim 206 wherein the surface area of the 
solids contained in said feed mixture is sufficient to allow production of crystalline N- 
(phosphonomethyl)glycine product having a median cube weighted particle size of at 
least about 200 Jim. 

208. The process as set forth in claim 207 wherein the maximum extent of 
supersaturation expressed as the differenc^between the N-(phosphonomethyl)glycine 
product concentration in the aqueous liquid pdiase at any location within said 
recirculation path and the saturation concentration of N-(phosphonomethyl)glycine 



weight, basis the aqueous liquid phase. 



209. The process as set forth in claim 2 07 wherein the integrated average 
extent of supersaturation expressed as the difference petween the N- 
(phosphonomethyl)glycine product concentration in the aqueous liquid phase and the 
saturation concentration of N-(phosphonomethyl)gly<kn^droduct in the aqueous 




300 



PATENT 
MTC 6721; 39-21(51835) 

5 liquid phase over said recirculation path is not greater than about 0.5% by weight, 

basis the aqueous liquid phase. 

\ 

i. 

\ 

210. Tt^e process as set forth in claim 207 wherein the integrated average 
extent of supersaturation expressed as the difference between the N- 
(phosphonomethyWglycine product concentration in the aqueous liquid phase and the 
saturation concentration of N-(phosphonomethyl)glycine product in the aqueous 

5 liquid phase over saioSrecirculation path is at least 0.2% lower than the extent of 
supersaturation required to provide the same crystallization productivity per unit 
working volume of a reference evaporator consisting of a fully back mixed 
evaporation zone in whichYhe ratio of N-(phosphonomethyl)glycine product solids to 
mother liquor is equal to theVatio of N-(phosphonomethyl)glycine product solids 
10 incrementally produced by theXeffects of the evaporation to mother liquor 
incrementally produced thereby. 

211. The process as set fortlmn claim 199 wherein the rate of recirculation of 
said second slurry to said vapor/liquidVeparation zone is at least about 20 times the 
rate of withdrawal of said supernatant liquid from said decantation liquid exit. 

212. The process as set forth in claim 191 wherein said vapor/liquid 
separation zone is positioned above the interrace between said lower region and said 



vapor/liquid separation zone being in fluid flowXcommunication with the lower region 
of said retention zone via a draft tube for flow of^aid first slurry from said separation 
zone to said lower region. 

213. The process as set forth in claim 191 whiVh is operated substantially 
without transfer of heat to or from said vapor/liquid separation zone, said retention 
zone, said feed mixture or said second slurry. 
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214. The process as set forth in claim 191 wherein precipitation of N- 
(phosphonomethyl)glycine product upon evaporation results primarily from cooling 
of the aqueous\liquid phase in the evaporation zone. 

215. Theprocess as set forth in claim 191 comprising: 

removing aj$} evaporation product slurry from said lower region of said 
retention zone; 

subjecting saiM evaporation product slurry to solids/liquid separation to 
provide an N-(phosphdnomethyl)glycine product solids fraction that is relatively 
depleted in mother liquor and a mother liquor fraction that is relatively depleted in N- 
(phosphonomethyl)glycine product solids; and 

returning solids obtained in said solids fraction to said evaporation zone or 
retaining solids obtained in Said solid fraction within said zone, thereby maintaining a 
ratio of particulate N-(phosphViomethyl)glycine product solids to mother liquor in 
said evaporation zone which exceeds the ratio of N-(phosphonomethyl)glycine 
product solids produced by the evaporation to mother liquor produced thereby. 



216. A method for removal oV water from an aqueous starting solution 
comprising N-(phosphonomethyl)glycine product and crystallization of N- 
(phosphonomethyl)glycine product therefrom, the process comprising: 

introducing an evaporation feed mixture comprising said aqueous starting 

/i *. - j - 4.1 — _ vu _ _+/u « o" ~ 
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pressure of said mixture, thereby allowing watW to flash from the evaporation feed 
mixture, producing a vapor phase comprising wMer vapor and increasing the 
concentration of N-(phosphonomethyl)glycine product iii^the remaining liquid phase 
to a concentration in excess of the solubility of N-(roosphonomethyl)glycine product, 
whereby N-(phosphonomethyl)glycine product precipitates from the liquid phase to 
produce a first slurry stream comprising particulate Nyfelrosphonomethyl)glycine 
product in a saturated or supersaturated mother liquor 
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separating said vapor phase from said first slurry stream; 

introducing said first slurry stream into a decantation zone in which a 
15 supernatant liquid comprising a fraction of said mother liquor is separated from a 

second slurryWeam comprising precipitated N-(phosphonomethyl)glycine product 
and mother liquor, said decantation zone having an inlet for said first slurry, a 
decantation liquia exit for said supernatant liquid spaced above said inlet, and an exit 
for said second slurry vertically spaced above said inlet but below said supernatant 

20 liquid exit; and 

maintaining the relative rates at which said first slurry is introduced into said 
decantation zone, saidVecond slurry is drawn off through said second slurry exit and 
said supernatant liquid is drawn off through said decantation liquid exit such that the 
upward flow velocity in a lower region of said decantation zone below said second 

25 slurry exit is sufficient to Maintain precipitated N-(phosphonomethyl)glycine product 
in suspension in the liquid ^hase while the upward flow velocity in an upper region of 
said decantation zone above sVid second slurry exit is below the sedimentation 
velocity of at least 80% by weight of the N-(phosphonomethyl)glycine product 
particles in said lower region. 



10 



217. A process for removal of water from an aqueous starting solution 
comprising N-(phosphonomethyl)glycW product and crystallization N- 
(phosphonomethyl)glycine product therefrom, the process comprising: 
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said feed mixture comprising said aqueous Vtarting solution; 

evaporating water from said feed mixture in said evaporation zone in the 
presence of solid particulate N-(phosphonomeWl)glycine product, thereby producing 
a vapor phase comprising water vapor, precipitating N-(phosphonomethyl)glycine 
product from the aqueous liquid phase, and producing an evaporation product 
comprising N-(phosphonomethyl)glycine product solWs and a mother liquor that is 
substantially saturated or supersaturated in N-(ph(&s^e^ionn|ethyl)glycine product; 
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dividing s^d evaporation product to provide an N-(phosphonomethyl)glycine 
product solids fraction that is relatively depleted in mother liquor and a mother liquor 
fraction that is relativelyVtepleted i n N-(phosphonomethyl)glycine product solids; and 
1 5 maintaining a ratio (^particulate N-(phosphonomethyl)glycine product solids 

to mother liquor in said evaporatkm zone that exceeds the ratio of N- 
(phosphonomethyl)glycine producrNsolids incrementally produced by the effects of 
evaporation to mother liquor increm^ally^roduced thereby. 

218^A process for the preparation of an N-(phosphonomethyl)glycine product 
comprising: 

introducing an aqueous feed mixture comprising an N- 
(phosphonomethyl)iminodiacetic acid substrate into a liquid reaction medium; 
5 catalytically oxidizing N-(phosphonomethyl)iminodiacetic acid substrate in 

said aqueous liquid reaction medium thereby producing a reaction mixture comprising 
N-(phosphonomethyl)glycine product; 

cooling a primary crystallization feed mixture comprising N- 
(phosphonomethyl)glycine product produced in said reaction mixture, thereby 
10 precipitating N-(phosphonomethyl)glycine product and producing a primary mother 
liquor comprising N-(phosphonomethyl)glycine product; 

separating precipitated N-(phosphonomethyl)glycine product from said 
primary mother liquor; and 

1 5 medium wherein N-(phosphonomethyl)iminodiacetic acid substrate is oxidized to N- 
(phosphonomethyl)glycine product. 

219. The process as set forth in c laim 218 wherein said reaction mixture is 
divided into a primary fraction and a secondary fraction, said primary crystallization 
feed mixture comprising N-(phosphonomethyl)glycine product obtained in said 
primary fraction. 
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220. The process as set forth in claim 219 wherein N- 
(phosphonomethyl)glycine product is crystallized from a secondary crystallizer feed 
mixture comprising N-(phosphonomethyl)glycine product obtained in said secondary 
fraction, thereby producing a secondary mother liquor comprising N- 

5 (phosphonomethyl)glycine product and by-products of said oxidation reaction. 

221. The process as set forth in claim 220 wherein an aqueous secondary 
reactor feed mixture, comprising N-(phosphonomethyl)glycine product obtained in 
said secondary fraction and unreacted N-(phosphonomethyl)iminodiacetic acid 
substrate contained therein, is introduced into a secondary oxidation zone wherein 

5 unreacted N-(phosphonomethyl)iminodiacetic acid substrate is oxidized to produce a 
secondary oxidation reaction mixture containing additional N- 
(phosphonomethyl)glycine product, said secondary crystallizer feed mixture 
comprising said secondary oxidation reaction mixture. 

222. The process as set forth in claim 221 wherein said secondary oxidation 
zone comprises a fixed bed containing a catalyst for the oxidation. 

223. The process as set forth in claim 220 wherein crystallization of N- 
(phosphonomethyl)glycine product from said primary crystallization feed mixture 
comprises evaporative cooling of said primary feed mixture. 

224. The process as set forth in claim 223 wherein water constituting between 
about 5% and about 30% by weight of said primary crystallization feed mixture is 
removed in evaporative cooling thereof. 

225. The process as set forth in claim 223 wherein said evaporative cooling is 
conducted substantially adiabatically. 
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226. The process as set forth in claim 224 wherein crystallization of said N- 
(phosphonomethyl)glycine product from said secondary crystallization feed mixture 
comprises heat-driven evaporative crystallization. 

227/SThe process as set forth in claim 218 wherein N- 
(phosphonomethyl)iniinodiacetic acid substrate is oxidized in said aqueous liquid 
reaction medium insa primary oxidation reaction zone, thereby producing a primary 
oxidation product, the^process further comprising: 

dividing said primary oxidation product into a finishing reaction feed mixture 
and a primary crystallizatiorKfraction, said aqueous crystallization feed mixture 
comprising said primary crystaHization fraction; 

introducing said finishing reaction feed mixture into a finishing reaction zone; 
and \. 

catalytically oxidizing residual N-fohosphonomethyl)iminodiacetic acid 
substrate contained in said finishing reaction fl^ed mixture to N- 
(phosphonomethyl)glycine product to produce a nnished reaction mixture. 

228. The process as set forth in claim 227 wherein said primary oxidation 
product contains between about 0.5% and about 2% by weight unreacted N- 
(phosphonomethyl)iminodiacetic acid. 



feed mixture comprising N-(phosphonomethyl)glycine product obtained in said 
finished reaction mixture is subjected to heat-driven evaporative crystallization, 
thereby precipitating N-(phosphonomethyl)glycine product and producing a 
secondary mother liquor comprising N-(phosphonomethyl)glycine product and by- 
products of the oxidation of N-(phosphonomethyl)iminodiacetic acid substrate. 
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230. The process as set forth in claim 218 wherein N- 
(phosphonomethyl)iminodiacetic acid substrate is continuously oxidized in the 
presence of a noble metal on carbon catalyst. 

231. A process for the preparation of an N-(phosphonomethyl)glycine product 
comprising: 

introducing an aqueous feed mixture comprising an N- 
(phosphonomethyl)iminodiacetic acid substrate into a catalytic reactor system 
5 comprising one or more catalytic reaction zones; 

catalytically oxidizing N-(phosphonomethyl)iminodiacetic acid substrate to N- 
(phosphonomethyl)glycine product in said catalytic reactor system to produce a 
product mixture; 

dividing said product mixture into a primary fraction and a secondary fraction; 
10 crystallizing N-(phosphonomethyl)glycine product from said primary fraction 

to produce a solid N-(phosphonomethyl)glycine product fraction and a primary 
mother liquor; 

recycling primary mother liquor for use as a source of water in the preparation 
of said feed mixture. 

232. The process as set forth in claim 231 wherein substantially all of said 
primary mother liquor is recycled as a source of water in the preparation of said feed 

233. The process as set forth in claim 23 1 wherein N- 
(phosphonomethyl)glycine is crystallized from said primary fraction by evaporative 
crystallization. 
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234. The process as set forth in claim 233 wherein additional N- 
(phosphonomethyl)glycine is crystallized from said secondary fraction, thereby 
producing a secondary mother liquor. 

235. The process as set forth in claim 234 wherein N- 
(phosphonomethyl)glycine is crystallized from said secondary fraction by evaporative 
crystallization. 

236. The process as set forth in claim 235 wherein N- 
(phosphonomethyl)glycine is crystallized from said primary fraction by substantially 
adiabatic evaporative crystallization. 

237. The process as set forth in claim 235 wherein said feed mixture is 
continuously introduced into said reactor system, a reaction zone within said system 
being substantially back-mixed with respect to the liquid phase therein, the 
exothermic heat of reaction serving to heat the contents of the feed mixture to the 
reaction temperature prevailing in said back-mixed reaction zone. 

238. The process as set forth in claim 237 wherein the catalyst for said 
reaction comprises a noble metal and is effective to oxidize C, by-products selected 
from the group consisting of formaldehyde and formic acid, the oxidation of said C x 



239. The process as set forth in claimL231 wherein N- 
(phosphonomethyl)iminodiacetic acid is oxidized in the presence of heterogeneous 
catalyst comprising a noble metal, a fraction of noble metal is leached from said 
catalyst in said catalytic oxidation reactor system, leached noble metal contained in 
said primary fraction being returned to said catalytic reactor system in said primary 
mother liquor. 
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240. The process as set forth in claim 239 wherein leached noble metal 
contained in said recycle primary mother liquor inhibits further leaching of noble 
metal from said catalyst in said catalytic reactor system. 

241 . The process as set forth in c laim 239 wherein a portion of leached noble 
metal contained in said recycle mother liquor is redeposited on the surface of said 
heterogeneous catalyst in said catalytic reactor system. 

242^" A continuous process for the catalytic oxidation of an N- 
(phosphonomethyl)iminodiacetic acid substrate to produce an N- 
(phosphonomethyl)glycine product, the process comprising: 

introducing a liquid phase feed stream comprising an aqueous feed stream 
comprising the N-(phosphonomethyl)iminodiacetic acid substrate into a primary 
oxidation reaction zone, the primary oxidation reaction zone comprising a primary 
fixed bed containing an oxidation catalyst; 

introducing an oxidizing agent into the primary oxidation reaction zone; 

continuously oxidizing the N-(phosphonomethyl)iminodiacetic acid substrate 
to the N-(phosphonomethyl)glycine product in the primary oxidation reaction zone, 
thereby producing a primary reaction mixture comprising the N- 

(phosphonomethyl)glycine product and unreacted N-(phosphonomethyl)iminodiacetic 

~aciu~STlb~Stfdtc; — - - 

withdrawing the primary reaction mixture from the primary oxidation reaction 
zone; and 

maintaining the difference in unit weight sensible heat content between said 
reaction mixture and said aqueous feed stream less than the exothermic reaction heat 
generated in the reaction zone per unit weight of the aqueous feed stream. 
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243. The process as set forth in claim 242 wherein maintaining the difference 
in unit weight sensible heat content between said reaction mixture and said aqueous 
feed stream less than the exothermic reaction heat generated in the reaction zone per 
unit weight of the aqueous feed stream comprises cooling of said fixed bed by indirect 

5 transfer of heat to a heat transfer or process fluid flowing through a conduit within or 
in contact with said bed. 

244. The process as set forth in claim 242 wherein maintaining the difference 
in unit weight sensible heat content between said reaction mixture and said aqueous 
feed stream less than the exothermic reaction heat generated in the reaction zone per 
unit weight of the aqueous feed stream comprises introducing into said bed a 

5 recirculation fraction comprising N-(phosphonomethyl)glycine product produced in 
the reaction wherein said recirculation fraction has been cooled externally of said 
fixed bed. 

245. The process as set forth in claim 244 comprising: 

dividing the primary reaction mixture into a primary product fraction and a 
primary reactor circulation fraction; 

passing the primary reaction mixture or the primary reactor recirculation 
5 fraction through a heat exchanger for removal of heat of oxidation of the N- 

(phosphonomethyl)iminodiacetic acid substrate; and 
■ " ~~ ~" ~"rctiiiT±ing~th 
reaction zone. 

246. The process as set forth in claim 245 wherein said primary reaction 
mixture is passed through said heat exchanger before said primary reaction mixture is 
divided. 
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247. The process as set forth in claim 245 wherein the ratio of the volumetric 
flow rate of the primary reactor recirculatTon"fraction to the volumetric flow rate of 
the primary product fraction is at least about 0.5:1. 

248. The process as set forth in claim 247 wherein the ratio of the volumetric 
flow rate of the primary reactor recirculation fraction to the volumetric flow rate of 
the primary product fraction is from about 1 :1 to about 10:1. 

249. The process as set forth in claim 244 wherein the aqueous feed stream 
and the primary reactor recirculation fraction are mixed to produce a combined inlet 
stream, the liquid phase feed stream introduced into the oxidation reaction zone 
comprising said combined inlet feed stream. 

250. The process as set forth in claim 249 wherein the aqueous feed stream 
comprises a slurry of N-(phosphonomethyl)iminodiacetic acid substrate in a 
substantially saturated aqueous solution of N-(phosphonomethyl)iminodiacetic acid 
substrate, and the primary reactor recirculation fraction has a lower N- 

5 (phosphonomethyl)iminodiacetic acid substrate content than the aqueous feed stream, 
whereby the combined inlet stream obtained by mixing the aqueous feed stream with 
the primary reactor recirculation fraction is substantially free of N- 
(phosphonomethyl)iminodiacetic acid substrate solids under the conditions prevailing 

251. The process as set forth in claim 250 wherein the aqueous feed stream 
comprises a slurry containing between about 8% and about 15% N- 
(phosphonomethyl)iminodiacetic acid substrate and the primary reactor recirculation 
fraction comprises a solution containing between about 0.5% and about 5% by weight 

5 N-(phosphonomethyl)iminodiacetic acid substrate. 
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252. The process as set forth in claim 242 further comprising: 
introducing a second reactor feed mixture comprising at least a portion of the 

primary product fraction into a second oxidation reaction zone, the second oxidation 
reaction zone comprising a second fixed bed containing an oxidation catalyst; 

introducing an oxidizing agent into the second oxidation reaction zone; and 
continuously oxidizing the N-(phosphonomethyl)iminodiacetic acid substrate 
and a by-product C, compound in the second oxidation reaction zone to produce a 
second reaction product mixture containing N-(phosphonomethyl)glycine product. 

253. The process as set forth in claim 252 wherein at least 95% of the N- 
(phosphonomethyl)iminodiacetic acid substrate contained in the aqueous feed stream 
is oxidized in the primary and second oxidation reaction zones. 

254. The process as set forth in claim 253 wherein at least 98% of the N- 
(phosphonomethyl)iminodiacetic acid substrate contained in the aqueous feed stream 
is oxidized in the primary and second oxidation reaction zones. 

255. The process as set forth in claim 242 wherein the primary fixed bed in 
the primary oxidation reaction zone contains a noble metal on carbon catalyst. 

256. The process as set forth in claim 255 wherein the primary fixed bed in 

LllW ^Jl llll CLl y OAlUULiOli ivuviivii i-jOxxC* Cvi'intiiiJ u k^v+x l»vh » » .vnwi. nvi/iv aaaw ».^** . 

257. The process as set forth in claim 256 further comprising: 
introducing at least a portion of the second reaction mixture into a third 

oxidation reaction zone comprising a fixed bed containing an oxidation catalyst; 
introducing an oxidizing agent into the third oxidation reaction zone; and 
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continuously oxidizing a by-product C( compound in the third oxidation 

reaction zone to produce a third reaction product mixture containing N- 

(phosphonomethyl)glycine product. 

258. The process as set forth in claim 257 further comprising oxidizing the N- 
(phosphonomethyl)iminodiacetic acid substrate in the third oxidation reaction zone. 

259. The process as set forth in claim 257 wherein the fixed bed in the third 
oxidation reaction zone contains a noble metal on carbon catalyst, reaction in the third 
oxidation reaction zone comprising catalytic oxidation of C x compound remaining in 
the second reaction mixture. 

260. The process as set forth in claim 257 wherein the liquid phase reacting 
mixture passes through the third fixed bed in substantially plug flow and substantially 
without recirculation of said third reaction product mixture or other effluent 
therefrom. 

261 . The process as set forth in claim 260 wherein the third oxidation reaction 
zone is operated substantially without back-mixing of the liquid phase reacting 
mixture. 

primary oxidation reaction zone contains a noble metal on carbon catalyst, a C x 
compound being oxidized in the primary oxidation reaction zone. 

263. The process as set forth in claim 2 52 wherein the liquid phase reacting 
mixture passes through the second fixed bed in substantially plug flow and 
substantially without recirculation of said second reaction product mixture or other 
effluent therefrom . 
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264. The process as set forth in claim 252 wherein the second oxidation 
reaction zone is operated substantially without back-mixing of the liquid phase 
reacting mixture. 

265. The process as set forth in claim 252 further comprising transferring heat 
of reaction generated in the second oxidation reaction zone to a cooling fluid. 

266. The process as set forth in claim 252 wherein the second oxidation 
reaction zone operates substantially adiabatically. 

267. The process as set forth in claim 242 wherein the oxidizing agent is an 
0 2 -containing gas and the integrated average oxygen partial pressure over the liquid 
phase flow path in the primary oxidation reaction zone is at least about 50 psia. 

268. The process as set forth in claim 267 wherein the integrated average 
oxygen partial pressure over the liquid phase flow path in the primary oxidation 
reaction zone is at least about 100 psia. 

269. The process as set forth in claim 267 wherein the oxygen concentration 
of the gas phase at the gas exit of the reactor is between about 20% and about 30% by 
volume. 



270. The process as set forth in claim 267 wherein oxygen utilization in the 
primary oxidation reaction zone is between aBout 50% and about 95%. 

271 . The process as set forth in claim 242 wherein the integrated average 
temperature of the liquid phase across the liquid phase flow path through the primary 
oxidation reaction zone is between about 80°C and about 130°C. 
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272. The process as set forth in claim 242 wherein the integrated average 
temperature of the liquid phase across the liquid phase flow path through the primary 
oxidation reaction zone is between about 105°C and about 120°C. 

273. The process as set forth in claim 242 wherein the ratio of catalyst surface 
area to volume of liquid phase reacting mixture in the primary fixed bed is from about 
100 to about 6000 m 2 /cm 3 . 

274. The process as set forth in claim 273 wherein the ratio of catalyst surface 
area to volume of liquid phase reacting mixture in the primary fixed bed is from about 
200 to about 2000 m 2 /cm 3 . 

275. The process as set forth in claim 242 wherein the oxidizing agent is an 
0 2 -containing gas and the liquid phase and the gas phase flow co-currently through 
the primary fixed bed. 

276. The process as set forth in claim 242 wherein the oxidizing agent is an 
0 2 -containing gas and the liquid phase and the gas phase flow countercurrently 
through the primary fixed bed. 

277. The process as set forth in claim 242 wherein the catalyst activity within 



activity of the catalyst in an upstream section of the primary fixed bed with respect to 
the direction of liquid phase flow being lower than the catalyst activity in a 
downstream section. 




278. A process for the catalytic oxidation of an N- 
(phosphonomethyl)iminodiacetic acid substrate to produce an N- 
(phosphonomethyl)glycine product, the process comprising: 



315 



PATENT 
MTC 6721; 39-21(51835) 

introducing an aqueous feed stream comprising the N- 

5 (phosphonomethyl)iminodiacetic acid substrate into the first of a series of oxidation 

reaction zones, each of the series of oxidation reaction zones comprising an oxidation 

catalyst; 

oxidizing the an N-(phosphonomethyl)iminodiacetic acid substrate in the first 
oxidation reaction zones to produce an intermediate oxidation reaction product; 
1 0 introducing the intermediate oxidation reaction product into a second 

oxidation reaction zone comprising a fixed bed containing a noble metal on carbon 
catalyst; and 

oxidizing by-product formaldehyde and/or formic acid in the second oxidation 
reaction zone. 

279. The process as set forth in claim 278 wherein the first and second 
oxidation reaction zones comprise continuous oxidation reaction zones, the aqueous 
feed stream being continuously or intermittently introduced into the first oxidation 
reaction zone, the intermediate oxidation product being continuously or intermittently 

5 withdrawn from the first oxidation reaction zone and continuously or intermittently 
introduced into the second oxidation reaction zone. 

280. The process as set forth in claim 279 wherein the intermediate oxidation 
reaction product is cooled prior to being introduced into the second oxidation reaction 

281 . The process as set forth in < clgim-280 wherein each of the oxidation 
reaction zones comprises a fixed bed containing a catalyst for the oxidation of N- 
(phosphonomethyl)iminodiacetic acid substrate to N-(phosphonomethyl)glycine 
product, each except the last of the series producing an intermediate reaction product 

5 which is introduced into the next succeeding oxidation reaction zone in the series, and 
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a final reaction product comprising N-(phosphonomethyl)glycine product being 

withdrawn from the last of the oxidation reaction zones. 

282. The process as set forth in claim^281 wherein the series comprises more 
than two oxidation reaction zones, the intermediate reaction mixture exiting each of 
the first two of the oxidation reaction zones being cooled before being introduced into 
the next succeeding oxidation reaction zone. 

283. The process as set forth in claim 282 wherein the intermediate reaction 
mixture is cooled before being introduced into the next succeeding oxidation reaction 
zone. 

284. The process as set forth in claim 282 wherein said aqueous feed mixture 
contains at least about 15% by weight of a water-soluble salt of N- 
(phosphonomethyl)iminodiacetic acid on an acid equivalent basis and said final 
reaction mixture contains at least about 12% by weight of a water-soluble salt of N- 

5 (phosphonomethyl)glycine on an acid equivalent basis. 

285. The process as set forth in claim 284 wherein said aqueous feed mixture 
contains at least about 25% by weight of a water-soluble salt of N- 
(phosphonomethyl)iminodiacetic acid on an acid equivalent basis and said final 
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5 salt of N-(phosphonomethyl)glycine on an acid equivalent basis. 

286. The process as set forth in^laini^285 wherein said aqueous feed mixture 
contains at least about 35% by weight of a water-soluble salt of N- 
(phosphonomethyl)iminodiacetic acid on an acid equivalent basis and said final 
oxidation reaction mixture contains at least about 28% by weight of a water-soluble 

5 salt of N-(phosphonomethyl)glycine on an acid equivalent basis. 
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287. The process as set forth in claim 284 wherein a final oxidation reaction 
is concentrated by removal of water therefrom. 

288. A process as set forth in claim 287 wherein said final reaction mixture is 
introduced into a flash evaporation zone wherein the pressure is lower than the vapor 
pressure of said final oxidation mixture at the temperature at which it exits the last of 
said series of reactors. 

289. The process as set forth in claim 278 wherein the first oxidation reaction 
zone comprises a substantially back-mixed oxidation reaction zone within a 
continuous stirred tank reactor. 



290. A continuous process for the catalytic oxidation of an N- 
(phosphonomethyl)iminodiacetic acid substrate to produce an N- 
(phosphonomethyl)glycine product, the process comprising: 

introducing an aqueous feed stream comprising the N- 
(phosphonomethyl)iminodiacetic acid substrate into an oxidation reaction zone 
comprising a fixed bed containing an oxidation catalyst; 

introducing an 0 2 -containing gas into the oxidation reaction zone; and 



to the N-(phosphonomethyl)glycine product in the oxidation reaction zone, thereby 
producing an oxidation reaction mixture comprising the N-(phosphonomethyl)glycine 
product, the ratio of the mass flow rate of the liquid phase to the mass flow rate of gas 
phase in the fixed bed being between about 20 and about 800. 
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29T7~A continuous process for the catalytic oxidation of an N- 
(phosphonomethyl)iminodiacetic acid substrate to produce an N- 
(phosphonomethyl)glycine product, the process comprising: 

introducing an aqueous feed stream comprising the N- 
5 (phosphonomethyl)iminodiacetic acid substrate into an oxidation reaction zone 
comprising a fixed bed containing an oxidation catalyst; 

introducing an 0 2 -containing gas into the oxidation reaction zone; and 

continuously oxidizing the N-(phosphonomethyl)iminodiacetic acid substrate 
to N-(phosphonomethyl)glycine product in the oxidation reaction zone, thereby 
10 producing an oxidation reaction mixture comprising the N-(phosphonomethyl)glycine 
product, the volumetric ratio of the liquid phase holdup in the fixed bed to the total 
bed volume being between about 0.1 and about 0.5. 

292. A continuous process for the catalytic oxidation of an N- 
(phosphonomethyl)iminodiacetic acid substrate to produce an N- 
(phosphonomethyl)glycine product, the process comprising: 

introducing an aqueous feed stream comprising the N- 
5 (phosphonomethyl)iminodiacetic acid substrate into an oxidation reaction zone 
comprising a fixed bed containing an oxidation catalyst; 

introducing an 0 2 -containing gas into the oxidation reaction zone; and 
continuously oxidizing the N-(phosphonomethyl)iminodiacetic acid substrate 
~~" t^tn^N~(phospilra 

10 producing an oxidation reaction mixture comprising the N-(phosphonomethyl)glycine 
product, the partial pressure of oxygen at the liquid exit of the fixed bed being not 
greater than about 100 psia. 

293. The process as set forth in c laim 292 wherein the partial pressure of 
oxygen at the liquid exit of the fixed bed is between about 10 and about 50 psia. 
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294. A continuous process for the catalytic oxidation of an N- 
(phosphonomethyl)iminodiacetic acid substrate to produce an N- 
(phosphonomethyl)glycine product, the process comprising: 

introducing an aqueous feed stream comprising the N- 
(phosphonomethyl)iminodiacetic acid substrate into an oxidation reaction zone 
comprising a fixed bed containing an oxidation catalyst; 

introducing an 0 2 -containing gas into the oxidation reaction zone; and 
continuously oxidizing the N-(phosphonomethyl)iminodiacetic acid substrate 
to the N-(phosphonomethyl)glycine product in the oxidation reaction zone, thereby 
producing an oxidation reaction mixture comprising the N-(phosphonomethyl)glycine 
product, the partial pressure of oxygen being not greater than about 50 psia at any 
location in the fixed bed at which the concentration of N- 

(phosphonomethyl)iminodiacetic acid substrate in the liquid phase is lower than about 
0.1 ppm. 

295. The process as set forth in claim 294 wherein the partial pressure of 
oxygen is not greater than about 50 psia at any location in the fixed bed at which the 
concentration of N-(phosphonomethyl)iminodiacetic acid substrate in the liquid phase 
is lower than about 0.2 ppm. 



(phosphonomethyl)glycine product, the process comprising: 

introducing an aqueous feed stream comprising the N- 
(phosphonomethyl)iminodiacetic acid substrate into an oxidation reaction zone 
comprising a fixed bed containing an oxidation catalyst, the catalyst surface area to 
liquid holdup in the fixed bed being between about 100 and about 6000 m 2 /cm 3 ; 

introducing an oxidizing agent into the oxidation reaction zone; and 




296. A continuous process for the catalytic oxidation of an N- 
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continuously oxidizing the N-(phosphonomethyl)iminodiacetic acid substrate 

10 to the N-(phosphonomethy l)glycine product in the oxidation reaction zone, thereby 

producing an oxidation reaction mixture comprising the N-(phosphonomethyl)glycine 

product. 

297. The process as set forth in claim 296 wherein the ratio of catalyst surface 
area to liquid holdup in the fixed bed is between about 200 and about 2000 m 2 /cm 3 . 

298. The process as set forth in c laim 2 97 wherein the ratio of catalyst surface 
area to liquid holdup in the fixed bed is between about 400 and about 1500 m 2 /cm 3 . 

299. The process as set forth in claim 297 wherein the catalyst comprises 
platinum on carbon and the platinum loading on the catalyst is less than 70% of the 
loading required to provide equivalent productivity in lbs. N- 
(phosphonomethyl)glycine product per hour per pound of catalyst at the same 

5 temperature in continuous stirred tank reactor utilizing a platinum on carbon a slurry 
catalyst. 

300. The process as set forth in claim 297 wherein the catalyst comprises a 
platinum on carbon catalyst containing less than 3 wt% platinum. 
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partial pressure of oxygen along the liquid flow path in the fixed bed is at least about 
50 psia. 

302. The process as set forth in claim 2 96 wherein the integrated average 
temperature of the liquid phase in the fixed bed is between about 80 °C and about 
130°C. 
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303. The process as set forth in claim 296 wherein the partial pressure of 
oxygen is not greater than about 50 psia at any location in the fixed bed at which the 
concentration of N-(phosphonomethyl)iminodi acetic acid substrate in the liquid phase 
is lower than about 0.1 ppm. 

304. The process as set forth in claim 297 wherein the partial pressure of 
oxygen is not greater than about 50 psia at any location in the fixed bed at which the 
concentration of N-(phosphonomethyl)iminodiacetic acid substrate in the liquid phase 
is lower than about 0.2 ppm. 

305. A process as set forth in claim 296 wherein the oxygen utilization in the 
oxidation reaction zone is between about 50% and about 95%. 

306. A continuous process for the catalytic oxidation of an N- 
(phosphonomethyl)iminodiacetic acid substrate to produce an N- 
(phosphonomethyl)glycine product, the process comprising: 

introducing an aqueous feed stream comprising the N- 
5 (phosphonomethyl)iminodiacetic acid substrate into an oxidation reaction zone 
comprising a fixed bed containing an oxidation catalyst; 

introducing an 0 2 -containing gas into the oxidation reaction zone; and 
continuously oxidizing the N-(phosphonomethyl)iminodiacetic acid substrate 

tt/ tllV^l >l "^LJllO^LJllOAAOlllOllAji^ J^LJ t/UiV pl'VVlVAOL AAA lliw wyvjuwuwil *. vv*vvi\/Ji"iJVi»vj V-^aw^'w«^ j 

1 0 producing an oxidation reaction mixture comprising the N-(phosphonomethyl)glycine 
product, the integrated average partial pressure of oxygen along the liquid flow path in 
the fixed bed being at least about 50 psia and the integrated average temperature of 
the liquid phase in the fixed bed being between about 80°C and about 130°C. 

307. The process as set forth in claim 30 6 wherein the integrated average 
partial pressure of oxygen along the liquid flow path in the fixed bed is at least about 



322 



PATENT 
MTC 6721; 39-21(51835) 



100 psia and the integrated average temperature of the liquid phase in the fixed bed is 
between about 105 °C and about 120°C. 

308. The process as set forth in claim 306 wherein the oxygen partial pressure 
at the liquid exit of the fixed bed is not greater than about 100 psia. 

309. The process as set forth in claim 306 wherein the oxygen partial pressure 
is not greater than about 50 psia at any location in the bed wherein the concentration 
of N-(phosphonomethyl)iminodiacetic acid substrate in the liquid phase is lower than 
about 0.1 ppm. 



310. A continuous process for the catalytic oxidation of an N- 
(phosphonomethyl)iminodiacetic acid substrate to produce an N- 
(phosphonomethyl)glycine product, the process comprising: 

introducing an aqueous feed stream comprising the N- 
5 (phosphonomethyl)iminodiacetic acid substrate into an oxidation reaction zone 
comprising a fixed bed containing oxidation catalyst bodies and other means for 
promoting gas/liquid mass transfer; 



introducing an 0 2 -containing gas into the oxidation reaction zone; and 
continuously oxidizing the N-(phosphonomethyl)iminodiacetic acid substrate 



10 to the N-(phosphonomethyl)glycine product in the oxidation reaction zone, thereby 



311. The process as set forth in c laim j j.10 wherein said other means for 
promoting gas/liquid mass transfer comprises inert packing. 

312. The process as set forth in claim 311 wherein said packing functions as a 
diluent for the catalyst, thereby modulating the activity of the catalyst bed. 





product* 
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313. The process as set forth in claim 312 wherein the activity of the catalyst 
bed varies in the direction of fluid flow as a function of variation of the surface area of 
the catalyst bodies relative to the surface area of the inert packing in said direction. 

314. The process as set forth in claim 311 wherein said inert packing is 
selected from the group consisting of rings, saddles and structured packing. 

315. A continuous process for the catalytic oxidation of an N- 
(phosphonomethyl)iminodiacetic acid substrate to produce an N- 
(phosphonomethyl)glycine product, the process comprising: 

introducing a liquid phase feed stream comprising an aqueous feed mixture 
5 comprising the N-(phosphonomethyl)iminodiacetic acid substrate into a primary 

oxidation reaction zone, the primary oxidation reaction zone comprising a fixed bed 
containing an oxidation catalyst; 

introducing an oxidizing agent into the primary oxidation reaction zone; 

continuously oxidizing the N-(phosphonomethyl)iminodiacetic acid substrate 
10 to the N-(phosphonomethyl)glycine product in the primary oxidation reaction zone, 
thereby producing a liquid phase exit stream comprising a primary reaction mixture 
comprising the N-(phosphonomethyl)glycine product and unreacted N- 
(phosphonomethyl)iminodiacetic acid substrate; and 

withdrawing said liquid phase exit stream from the primary oxidation reaction 

i c- ii * „ A- i d.: ~ r :a i: — : a p^^A n +»A wrZ+lxA^nwmA rt f nni/1 
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liquid phase exit stream being such that the liquid phase hourly space velocity in said 
fixed bed based on total bed volume is between about 0.5 hr 1 and about 
20 hr- 1 . 

316. The process as set forth in c laim 3 15 wherein the liquid phase hourly 
space velocity in said fixed bed is between about 3 hr' 1 and about 20 hr" 1 . 
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317. The process as set forth in claim 315 wherein the conversion of N- 
(phosphonomethyl)iminodiacetic acid substrate to N-(phosphonomethyl)glycine 
product within said fixed bed is at least about 50%. 

318. The process as set forth in c laim 315 wherein said liquid hourly space 
velocity is between about 0.5 hr 1 and about 5 hr 1 and the conversion of N- 
(phosphonomethyl)iminodiacetic acid substrate to N-(phosphonomethyl)glycine 
product within said fixed bed is at least about 95%. 

319. The process as set forth in claim 315 wherein the residual N- 
(phosphonomethyl)iminodiacetic acid substrate in said primary oxidation reaction 
mixture is not greater than about 0.2 ppm. 

320. A process as set forth in c laim 3 19 wherein said aqueous feed mixture 
contains at least about 15% by weight of a water-soluble salt of N- 
(phosphonomethyl)iminodiacetic acid on an acid equivalent basis, and wherein a final 
reaction mixture is produced which contains at least about 12% by weight of a water- 

5 soluble salt of N-(phosphonomethyl)glycine on an acid equivalent basis, said final 
oxidation reaction mixture comprising said primary oxidation reaction mixture, a 
primary product comprising a fraction of said primary oxidation reaction mixture, or a 
further reaction mixture obtained by introducing said primary reaction mixture or said 
■ ' i ii 1 1 ~pr o"u uc^ ri 3 ing" one* g r— mor s - 

10 additional reaction zones for further oxidation of N-(phosphonomethyl)iminodiacetic 
acid substrate to N-(phosphonomethyl)glycine product and/or oxidation of 
formaldehyde or formic acid. 

321 . The process as set forth in claimJ320 wherein said aqueous feed mixture 
contains at least about 25% by weight of a water-soluble salt of N- 
(phosphonomethyl)iminodiacetic acid on an acid equivalent basis and said final 
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oxidation reaction mixture contains at least about 20% by weight of a water-soluble 

5 salt of N-(phosphonomethyl)glycine on an acid equivalent basis. 

322. The process as set forth in claim 3 21 wherein said aqueous feed mixture 
contains at least about 35% by weight of a water-soluble salt of N- 
(phosphonomethyl)iminodiacetic acid on an acid equivalent basis and said final 
oxidation reaction mixture contains at least about 28% by weight of a water-soluble 

5 salt of N-(phosphonomethyl)glycine on an acid equivalent basis. 

323. The process as set forth in claim 320 wherein a final oxidation reaction is 
concentrated by removal of water therefrom. 

324. The process as set forth in claim 323 wherein said final reaction mixture 
is introduced into a flash evaporation zone wherein the pressure is lower than the 
vapor pressure of said final oxidation mixture at the temperature at which it exits said 
primary reactor or said secondary reaction system. 

325. The process as set forth in claim 3 23 wherein removal of water from said 
final oxidation reaction product produces a concentrated solution containing at least 
about 40% by weight of a water-soluble salt of N-(phosphonomethyl)glycine on an 
acid equivalent basis. 



S^The 



326. The jprocess as set forth in claim 325 wherein removal of water from said 
final oxidation reaction OToduct produces a concentrated solution containing at least 
about 40% by weight o^a \$^r-sohrt>le salt of N-(phosphonomethyl)glycine on an 
acid equivalent basis. * 

327. The process as set forth in claim 315 wherein the temperature of said 
liquid phase exit stream from said primary reaction zone is maintained below a 
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reference autogenous adiabatic reaction temperature that would result from absorption 
by said primary reaction mixture of the heat of reaction generated in said primary 
5 reaction zone in the absence of any measure to maintain a lower exit temperature. 



328. The process as set forth in claim 327 wherein maintaining the 
temperature of said liquid phase exit stream below said reference temperature 
comprises cooling of said fixed bed by indirect transfer of heat to a cooling fluid 
comprising a heat transfer or process fluid flowing through a conduit within or in 

5 contact with said bed. 

329. The process as set forth in claim 328 wherein said fixed bed is disposed 
within the shell or tube side of a shell and tube heat exchanger, said cooling fluid 
being passed through the other side of the exchanger. 

330. The process as set forth in claim 329 wherein said fixed bed comprises 
multiple component beds separately disposed in the tubes of a shell and tube heat 
exchanger, said aqueous feed mixture and oxidant being distributed among said 
component beds for conversion therein of said N-(phosphonomethyl)iminodiacetic 

5 acid substrate to said N-(phosphonomethyl)glycine product, said cooling fluid flowing 
through the shell side of said heat exchanger. 



within the shell of a shell and tube heat exchanger, 



332. The process as set forth in claim 3 27 wherein said fixed bed comprises a 
noble metal on carbon catalyst, and the liquid phase reacting mixture passes in 
substantially plug flow through said fixed bed within said heat exchanger, thereby 
promoting oxidation of by-product formaldehyde and/or formic acid therein. 
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333. The process as set forth in claim 327 wherein maintaining the 
temperature of said liquid phase exiting said bed below said reference temperature 
comprises introducing into said bed a recirculation fraction comprising N- 
(phosphonomethyl)glycine produced in the reaction wherein said recirculation 
fraction has been cooled externally of said fixed bed, said liquid phase feed stream 
comprising said aqueous feed mixture and said recirculation fraction. 

334. The process as set forth in claim 333 comprising: 

dividing the liquid phase exit stream into a primary product fraction and a 
primary reactor circulation fraction; 

passing the liquid phase exit stream or the primary reactor recirculation 
fraction through a heat exchanger for removal of heat of oxidation of the N- 
(phosphonomethyl)iminodiacetic acid substrate; and 

returning the primary reactor recirculation fraction to the primary oxidation 
reaction zone. 

335. The process as set forth in claim 334 wherein said primary reaction 
mixture is passed through said heat exchanger before said primary reaction mixture is 
divided. 



336. The process as set forth in claim 315 wherein said catalyst comprises a 
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catalyst basis. 



337. A continuoVg process for the catalytic oxidation of an N- 
(phosphonomethyl)iminodiSfe^tic acid substrate to produce an N- 
(phosphonomethyl)glycine prodito, comprising: 
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introducing a first component feed stream comprising an N- 

(phosphonomethyDiminodiacetic acid substrate into the first of a series of continuous 

reaction zones, eacn^of said series of reaction zones comprising an oxidation catalyst; 
introducing an oxidant into said first of said series of reaction zones; 
catalytically oxidizing said substrate in said first reaction zone to produce an . 

intermediate reaction mixture stream containing N-(phosphonomethyl)glycine 

product; 

transferring the intermediate reaction mixture exiting said first reaction zone to 
the second of said series of reaction zones; 

catalytically oxidizinAsaid substrate in each of said series of reaction zones; 
withdrawing an intermediate reaction mixture from each of said reaction 

zones; 

introducing into each succeeding reaction zone the intermediate reaction 
mixture produced in the preceding reaction zone; 

introducing an additional component feed stream into each of one or more of 
said reaction zones succeeding said fiW reaction zone in said series, each said 
additional feed stream comprising an ]^(phosphonomethyl)iminodiacetic acid 
substrate; 

introducing an oxidant into one on more said reaction zones succeeding said 
first reaction zone in said series; and 

withdrawing a final reaction produc\ from the last in said series of reaction 



3>7. A process as set for in claim 336 wherein an additional component feed 
stream comprising an N-(phosphonomethyl)-iminodiacetic acid substrate is 
introduced into each of said series of reaction zor^es. 

338. A process as set forth in claim337 wlfprein an oxidant into each of said 
series of reaction zones. 
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). A process as set forth in claim 338 comprising at least three continuous 

reaction zones in said series. 

ytf). A process as set forth in claim 336 wherein one or more of said 
additional componeJtf feed streams contains solid N-(phosphonomethyl)iminodiacetic 
acid substrate. 

3#f. A process as s\rt forth in claim 336 wherein said N- 
(phosphonomethyl)iminodiactetic acid substrate comprises a water-soluble salt of N- 
(phosphonomethyl)iminodiacetlc acid and the average concentration of said salt 
among said component feed solutions is such that said final oxidation reaction 
mixture contains at least about 10°Aby weight of a water-soluble salt of N- 
(phosphonomethyl)glycine on an acia^equivalent basis. 

^2. A process as set forth in clami 341 wherein said average concentration of 
said salt in said component feed solutions i\ such that final oxidation reaction mixture 
contains at least about 20% by weight of a water-soluble salt of N- 
(phosphonomethyl)glycine on an acid equivalent basis. 

3J/£, A process as set forth in claim 342 wnerein said average concentration of 
said salt in said component feed solutions is such that final oxidation reaction mixture 



(phosphonomethyl)glycine on an acid equivalent basis. 

^44. A process as set forth in claim 340 wherein a Xpal oxidation reaction is 
concentrated by removal of water therefrom. 

A process as set forth in claim 344 wherein said final reaction mixture is 
introduced into a flash evaporation zone wherein the pressure is lower than the vapor 
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pressure of said final ^fe^idation mixture at the temperature at which it exits said 
primary reactor or said secondary reaction system. 

3&6. A process as set forth\ c laim 3 44 wherein removal of water from said 
final oxidation reaction product produces a concentrated solution containing at least 
about 40% by weight of a water-soluble sa\of N-(phosphonomethyl)glycine on an 
acid equivalent basis. 
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